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(54) ABSORBENT ARTICLE 

(57) An absorbent article which comprises a liquid 
permeable topsheet 2, a liquid impermeable back sheet 
4, and an absorbent member 3 interposed between the 
topsheet 2 and the back sheet 4, substantially forms a 
rectangular shape, and, while worn, forms a front waist 
body portion A located at the front waist of a wearer and 
a rear waist body portion B located at the rear waist of a 
wearer, the rear waist body portion B having at each 
side thereof a fastening member 6 for fastening the 
absorbent article, wherein the back sheet 4 is made up 
of laminated sheeting composed of a finely porous resin 
film 4a and nonwoven fabric 4b and the fastening mem- 
ber 6 is formed of a male sheet member of a mechanical 
fastener and designed to be brought into direct contact 
with the surface of the nonwoven fabric 4b constituting 
the back sheet 4. The above-mentioned absorbent arti- 
cle has a good fit on a wearer, exhibits excellent leak- 
proofness and breathability while worn, and has an 
excellent texture. 



FigU 




Primed by Rank Xerox (UK) Business Services 
2.14.16/3.4 



EP0800 808 A1 

Description 

Technical Field 



10 



exhibits breathability and a soft texture. 
Rank qround Art 

» havean improved fastening funCop to .we indued leaNxoofcees. end a 
, number of proposals conoemins, « "^*JJ2?5k. worn be unfolded and then re-fastened so that any 

STuXra^e,^ 

re-fastening or when movement of a wearer imposes stress .to the ■Jjjjj^, from tne ^ and he , d in the 

. :===3EES=£==k=s=k 

"* dttTbSSdid dental various prowls on ttn. (0, sheets) useful as a beck sheet heve been 

^SSTS^VS^^SS^ esp^ a^ns, low^dace tension » 

so las^^sssss 



2 



EP 0 800 808 A1 

tening followed by re-fastening to check excretion, which results in poor texture. Under the present situation, therefore, 
no absorbent article that satisfies the requirements of leakproofness and breathability as well as texture has been pro- 
posed as yet 

In short, absorbent articles such as disposable diapers are required to be excellent in leakproofness, breathability, 
5 and texture. To satisfy these requirements, it has been desired for an absorbent article to have a back sheet that is soft 
and yet is not broken even without special reinforcement and also leakproof against liquid and yet highly permeable to 
moisture, to have a fastening function that allows unfastening for re-fastening, to have soft surfaces which are to be 
brought into contact with the skin (corresponding, in the case of an absorbent article, to the side of the topsheet and the 
back sheet that is opposite to the side contacting the absorbent member), and to have a function of minimizing the con- 
10 tact area with the skin. None of the absorbent articles so far proposed satisfies these requirements fully! 

Accordingly, an object of the present invention is to provide an absorbent article which has a good fit on a wearer, 
exhibits excellent leakproofness and breathability while worn, and has an excellent texture. 

Di sc l o sur e Q f the Invention 

75 

The inventors of the present invention have conducted extensive investigation in order to solve the aforesaid prob- 
lems and found, as a result, that the above object is accomplished by an absorbent article having a male sheet member 
of a mechanical fastener as a fastening member for fastening the absorbent article, the fastening member being 
intended to be brought into direct contact with the surface of the back sheet so as to fasten the absorbent article. 

20 The invention has been completed based on the above finding and provides an absorbent article which comprises 
a liquid permeable topsheet, a liquid impermeable back sheet, and an absorbent member interposed between the top- 
sheet and the back sheet, substantially forms a rectangular shape, and, while worn, forms a front waist body portion 
located at the front waist of a wearer and a rear waist body portion located at the rear waist of a wearer, the rear waist 
body portion having at each side thereof a fastening member for fastening the absorbent article, wherein the absorbent 

25 article is characterized in that the back sheet is made up of laminated sheeting composed of a finely porous resin film 
and nonwoven fabric and that the fastening member is formed of a male sheet member of a mechanical fastener and 
designed to be brought into direct contact with the nonwoven fabric constituting the back sheet. 

The invention also provides the above-described absorbent article, wherein the finely porous resin film and the non- 
woven fabric are laminated one on another with partial adhesion, the adhesion between the finely porous resin film and 

30 the nonwoven fabric having a continuous linear pattern which provides a continuous linear adhesive area in high- 
strength areas comprising a waist area located at the waist of a wearer, the leg areas located at each leg of a wearer, 
and a landing area with which the fastening member is to be brought into contact and a discontinuous dotted pattern 
which provides a large number of discontinuous dot adhesive areas in areas other than the high-strength areas. 

The invention also provides the above-described absorbent article, wherein the linear adhesive area in the linear 

35 pattern have a line width of 0.2 to 3 mm, the area ratio of the adhesive area to the non-adhesive area in each high- 
strength area (the area of the adhesive area:the area of the non-adhesive area) ranges from 5:95 to 70:30, the area of 
the each dot adhesive pattern is 0.05 to 5 mm 2 , and the area ratio of the adhesive area to the non-adhesive area in 
each area other than the high-strength areas (the area of the adhesive area:the area of the non-adhesive area) ranges 
from 1:99 to 40:60. 

40 The invention also provides the above-described absorbent article, wherein the finely porous resin film is made of 
a crystalline polyolef in resin, and the nonwoven fabric is made of polyolef in filaments. 

The invention also provides the absorbent article, wherein said nonwoven fabric is made of a mixture of at least two 
kinds of heat-fusible fibers which are hardly fused together, in which fibers of one kind being strongly fused at their inter- 
sections, and the fused intersections are distributed throughout the nonwoven fabric. 
45 The invention also provides the absorbent article , wherein said nonwoven fabric is made of fibers containing at 
least 50 % by weight of heat-fusible conjugated fibers having a core/sheath structure in which the core and the sheath 
are made of the same type of resinous components and the sheath component has a lower melting point. In addition, 
the following term" a core/sheath type fibers" can be used, instead of the term" fibers having a core/sheath structure". 
The invention also provides the above-described absorbent article, wherein the finely porous resin film and the non- 
50 woven fabric are laminated through heat fusing. 

The invention also provides the above-described absorbent article, wherein the areas other than the high-strength 
areas comprising a waist body area located at the waist of a wearer, the leg areas located at each leg of a wearer, and 
a landing area with which the fastening member is to be brought into contact have a moisture permeability of not less 
than0.8g/[100cm 2 • hr]. 

55 The term "mechanical fastener" as used herein denotes a fastening member composed of a female sheet member 
and a male sheet member. The female sheet member comprises a base sheet having thereon filaments arranged to 
form a large number of loops as female engaging pieces, with at least one end of the individual female engaging pieces 
being adhered to the base sheet and at least 50% of the female engaging pieces having both ends thereof adhered to 
the base sheet so as to secure space in the female engaging pieces. The male sheet member comprises a base sheet 
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perature higher than the melting point by 50 to 80 °C. The draft ratio and the blow-up ratio denote the values 
represented by the following respective formulae: 

Draft ratio = take-up speed/linear velocity of a resin as extruded from a die 

5 

Blow-up ratio = diameter of blown film/diameter of die lip (through which a resin is extruded) 

The heat treatment step (1) facilities fine pore formation in the subsequent stretching step. 

The heat treatment step (1) can be carried out by any of known methods, for example, a method of contacting a 
10 sheet with a heated roll or metal plate, a method of heating a sheet in air or an inert gas, or a method of heating a sheet 
wound around a core in a gas phase, and the like. 

The temperature and heat conditions in the heat treatment step (1) depend on the kind of the crystalline polyolefin 
used. The temperature is preferably lower than the melting point by 10 to 80 °C, and the time is preferably 10 seconds 
to 10 hours. 

is In the stretching step the heat-treated film obtained in the heat treatment step (1) is stretched to obtain a film having 
fine pores (hereinafter referred to as a porous film). 

The method of stretching in the stretching step is not particularly limited. The stretching can be carried out by a 
known method, such as roll stretching or tentering. 

The stretching conditions in the stretching step (i.e., stretching temperature and stretch ratio) vary depending on 
20 the kind of the crystalline polyolefin resin, the desired moisture permeability, and the like. The stretching temperature is 
preferably lower than the melting point by 50 to 130 °C, and the stretch ratio is preferably 50 to 500% (the language 
"stretch ratio of 50%" as used herein means that a length 100 before stretching becomes 150 after stretching). 
In the heat treatment step (2) the porous film is further subjected to a heat treatment. 

The temperature in the heat treatment step (2) varies depending on the kind of the crystalline polyolefin resin and 
25 preferably ranges from a temperature higher than the stretching temperature by 10 °C or more to a temperature lower 
than the melting point by 10 °C. 

The heat treatment step (2) is preferably carried out while controlling the tension so that the porous film may be 
reduced in length preferably by 5 to 50%, still preferably 10 to 40%, based on the length before the heat treatment step 
(2). 

30 Any kind of nonwoven fabric can be used as the nonwoven fabric constituting the back sheet 4 with no particularly 
limitation as long as it is usable in common absorbent articles, such as disposable diapers. Useful nonwoven fabric 
includes one prepared by cutting filaments formed of a single thermoplastic resin, e.g., polyethylene, polypropylene, 
polyethylene terephthalate or polyamide, or conjugated filaments having a core/sheath structure or a side-by-side struc- 
ture, if desired, after drawing and crimping the filaments by general melt-spinning, and bonding the resulting short fibers 

35 by dot adhesion with heat or an adhesive, one prepared by interlocking the short fibers by means of a water jet stream, 
a needle, etc., i.e., nonwoven fabric formed by a wet process, a dry process, spun-lacing or spun-bonding, etc. Nonwo- 
ven fabric comprising divided filaments obtained by dividing multilayer filaments by an outer force can also be used. 
Further, nonwoven fabric directly formed by a melt-blown process can be used. 

Of these kinds of nonwoven fabric , the one prepared by using core/sheath type conjugated filaments having a low- 

40 elastic and/or low melting point resin as a sheath is preferred not only for its satisfactory texture and elasticity but also 
because laminating on the finely porous resin film can be conducted sinply by heat fusing, which brings advantages in 
productivity, safety and economy. The core/sheath type conjugated filaments used include polyolefin filaments, such as 
polyethylene terephthalate (PET)/polyethylene (PE), polypropylene (PP)/polyethylene (PE), and polypropylene 
(PP)/polypropylene (PP). 

45 The filaments for use in the nonwoven fabric preferably have as small a thickness as possible for the softness and 
texture of the resulting nonwoven fabric. A particularly preferred thickness is 3 denier or less. While not particularly lim- 
iting, the lower limit of the thickness is about 0. 1 denier. Filaments finer than this lower limit are difficult to be produced. 
The nonwoven fabric preferably has a basis weight of 5 to 200 g/m 2 , particularly 10 to 50 g/m 2 ; and an apparent thick- 
ness of 15 to 700 fim, particularly 30 to 400 ^m, the apparent thickness being defined to be the thickness of a sample 

50 sandwiched in between a platen and a 1 0 cm x 1 0 cm plate with a load of 0.5 gf/cm 2 put on the plate, as measured with 
"PA-1830", a trade name, manufactured by Keyence. 

The nonwoven fabric can also be one made of a mixture of at least two kinds of heat-fusible fibers which are hardly 
fused together (hereinafter referred to as nonwoven fabric A). 

The language "hardly fused together" as used herein means that the fibers of two kinds are not fused together or, 

55 they are fused with only a smaller bonding strength than that would be obtained among fibers of the same kind, when 
they are exposed to such a condition that causes fibers of the same kind be fused together. 

The two kinds of heat-fusible fibers which are hardly fused together are not particularly limited as long as they are 
hardly fused together. They are preferably selected from the group consisting of a core/sheath type fiber having low 
melting point polypropylene as a sheath, a core/sheath type fiber having polyethylene as a sheath, and a core/sheath 
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fibers, i.e., fibers A and B (hereinafter referred to as fiber C). 

The fiber C is preferably selected from the group consisting of core/sheath type fiber having low melting point poly- 
propylene as a sheath, core/sheath type fiber having polyethylene as a sheath, and core/sheath type fiber having low 
melting point polyester as a sheath. 
s For example, when in using core/sheath type fibers having low melting point polypropylene as a sheath as fiber A 
and core/sheath type fiber having polyethylene as a sheath as fiber B, it is preferable to use core/sheath type fiber hav- 
ing low melting point polyester as a sheath as fiber C. 

Three-component system nonwoven fabric A made up of a mixture of the above-mentioned three kinds of fibers 
has an increased degree of freedom of constituent fibers as compared with two-component system nonwoven fabric A 
10 while retaining an adequate fiber density. 

Tlie thickness and length of the fiber C can be selected appropriately from the ranges given as for the fibers A and 

B. 

The proportion of the fiber C, if used, is preferably 20 to 40 parts by weight per 100 parts by weight of the total 
weight of the fibers A, B, and C. More specifically, in using a core/sheath type fiber having low melting point polypropyl- 
15 ene as a sheath as fiber A, core/sheath type fiber having polyethylene as a sheath as fiber B, and core/sheath type fiber 
having low melting point polyester as a sheath as fiber C, a preferred proportion of the fiber C is 20 to 40 parts by weight 
per 1 00 parts by weight of the total weight. 

If desired, the nonwoven fabric A may further contain other kinds of fibers that are hardly fused with any of the 
above-described three kinds of fibers. 
20 The nonwoven fabric A comprising a nurture of various fibers preferably has a basis weight of 20 to 50 g/m 2 and a 
fiber density of 0.01 to 0.05 g/cm 3 . 

In the nonwoven fabric A, fibers of one kind are strongly fused at their intersections, and the fused intersections are 
uniformly distributed throughout the nonwoven fabric. 

The above-mentioned structure formed of different fibers in the nonwoven fabric A is explained in more detail by 
25 referring to Figs. 1 and 2. 

Fig. 1 schematically illustrates the structure of the individual fibers in an embodiment of the nonwoven fabric A, and 
Fig. 2 schematically illustrates the state in which an engaging piece of a male member of a mechanical fastener bites 
the nonwoven fabric A. 

While the following description relates to a two-component system nonwoven fabric comprised of fibers A and B, it 
30 applies to systems comprised of three or more components. 

Nonwoven fabric A101 shown in Fig. 1 is comprised of fibers A and B which are hardly fused together. 
In the nonwoven fabric A1 01 , the fibers A are strongly fused among themselves at their intersections §, and the fib- 
ers B are strongly fused among themselves at their intersections b. 

The intersections a and b are distributed throughout the nonwoven fabric A101 almost uniformly. 
35 The term "almost uniformly" as used above is intended to mean that the intersections are equally present through- 
out the nonwoven fabric A101 . The number of the total intersections (a+b) per unit area is preferably 2.5 x 10 6 to 1 .0 x 
10 8 perm 2 . 

The words "strongly fused" as used herein means that the fusion between fibers of the same kind has a single fiber 
fusion bonding strength of 3 gf or more. The "single fiber fusion bonding strength" can be measured as follows. 

40 

Method of Measurement of Single Fiber Fusion Bonding Strength: 

Fig. 3 (a) is referred to. A paper frame 41 having a square cut out of its central portion (indicated by a single-dotted 
chain dash in Fig. 3(a)) is prepared. Two single fibers 42 and 42' are set at right angles in such a manner that the inter- 
45 section is positioned at the center of the square, and both ends of the two fibers are adhered to the paper frame 41 with 
an adhesive. Hot air at a working temperature of 143 °C is blown against the fibers 42 and 42' adhered to the paper 
frame 41 at a flow of 2.3 m/sec for 12 seconds to fuse the fibers at the intersection. 

The paper frame 41 is cut along the dotted line as shown in Fig. 3(b) to cut out square pieces 43 and 43* on which 
one end of the f foers 42 and 42' is adhered, respectively, as shown in Fig. 3(c). The pieces 43 and 43' are pulled to the 
so respective directions shown in Fig. 3(c) at a speed of 50 mm/min, and the strength of the intersection is measured as a 
single fiber fusion bonding strength. 

As shown in Fig. 1, the nonwoven fabric A101 has meshes A' and B' formed of the respective fibers of one kind, 
each mesh A' being surrounded by the fibers A and intersections a and each mesh B' being surrounded by the fibers B 
and intersections b. 

55 The nonwoven fabric A101 also has a number of non-fusion bonded intersections c at which the fibers A and B are 
intersecting without being bonded together and a number of weakly fusion bonded intersections d at which the fibers A 
and B are weakly fusion bonded together. 

The words "weakly bonded" as referred to above is used for the fusion bonding between different kinds of heat-fusi- 
ble fibers and means that the single fiber fusion bonding strength is 2 gf or lower. 
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Deferrable and expandable meshes C are also formed by the intersections a and b and the non-fusion bonded 
intersection c and/or the weakly fusion bonded intersection d. That is, each mesh C ^^^^T^ "J 
mesh A' of one kind and one mesh B' of another kind, i.e.. an overlap of two meshes of different lends of fibers, and 
comprises the intersection a. the intersection b, and the non-fusion bonded intersection c or the weakly fusion bonded 
intersection d. . 

The individual fibers A and 6 in the nonwoven fabric A have a high degree of freedom because of the non-fusion 
bonded intersections c and also because the weakly fusion bonded intersections d are easily undone by a weak stress 
and act similarly to the non-fusion bonded intersections c when, for example, the nonwoven febnc A is used £s_ afemale 
member of a mechanical fastener, the weakly fused-bonded intersections d function like the non fosed-fconded I inter- 
sections c. Accordingly, the meshes A' and B' each formed of the respective kind are deformable. and the meshes C 
are not only deformable but expandable. • " 

That is even though the fiber density of the nonwoven fabric A is made equal to or higher than that of general non- 
woven fabric so that the distance U between individual fibers is equal to or less than that of general nonwoven fabne. 
the meshes Care free in deforming and expanding owing to the high freedom of the fibers A and B. _ 

In other words the above-described mesh structure allows the nonwoven fabric A to have an equal or even h.gher 
fiber density than that of general nonwoven fabric and still to have a larger fiber distance between «^£mm 
kind (i e the distance between fusion-bonded fibers of the same kind, indicated by symbol V in F.g^ 1) than that in gen- 
eral nonwoven fabric. The fiber distance between fibers of the same kind in the nonwoven fabric A. having a fiber A to 
fiber B ratio of 1:1, for instance, is about twice that in general nonwoven fabric made of a single kind of fiber and having 

S (^ng l ?o e !he e suf«cient distance between fibers, the freedom of meshes A' and B' in deforming, and the freedom of 
meshes C in deforming and expanding, a male engaging piece 10 of a male sheet member can smootWy enterjhe 
space between fibers A and A, between fibers B and B or between fibers A and B. i.e., into the mesh A or B formed ot 
the same kind of fibers or the mesh C\ thereby being anchored by the fibers A and B. _ 

Particularly because of the high degree of freedom of the mesh C in deforming and expanding, it .s easy for the 
engaging piece 10 to enter the space of the mesh C and thereby to be anchored by the f.bers with ease. • 

Since the individual constituent fibers have a higher degree of freedom than in nonwoven fabnc made ota single 
kind of fiber, it is possible for one male engaging piece 10 be anchored by two or more fibers as shown in Rg. 2. In ttus 
case, the mechanical fastener has an improved peel strength compared to a nonwoven fabnc made of a single kind of 
fiber, and fluffing of the nonwoven fabric can be suppressed on peeling the male member. ^ 

The peel strength between the male member and the nonwoven fabric can further be increased by using f ibers hav- 
ing a high fusion bonding strength (for example, fibers having an increased proportion of the sheath component) as f.b- 

The fiber distance L is preferably 50 to 800 urn. while varying depending on the kind, number, mixing ratio, andf iber 

^"^Prefelabirthafme nonwoven fabric A has a tensile strength of 1000 gf/50 mm or more in the MD direction 
(machine direction) and 200 gf/50 mm or more in the CD direction (cross d.rection of MD). ; 
The terminology "tensile strength" as used herein is a value obtained by the following method of measurement 

Method of Measurement of Tensile Strength: 

A tensile tester Tensilon RTA-100 manufactured by Orientec K.K. is used. A 50 mm wide and 200 mm long speci- 
men is cut out of nonwoven fabric, set between chucks at a distance of 75 mm, and pulled at a pulling speed of 300 
mm/min. The stress at break was measured. _ M „- nn ^ 

Measurement was taken 10 times for every sample in each of MD and CD directions, and an average was obtained 

tor each direction. 

The nonwoven fabric A can be prepared as follows. ^ ainBM ^ nn air 

The nonwoven fabric A comprised of two kinds of fibers, i.e.. fibers A and B. can easily be obtained by an air- 
through method, in which hot air at 130 to 1 50 °C is blown against a fiber web, which is prepared from a mixture of the 
fibers in a usual manner, at an air flow of 1 to 2 m/sec for 5 to 10 seconds. 

The nonwoven fabric A comprised of three or more kinds of fibers can easily be obtained by forming a mixture of 
the fibers into a fiber web and treating the fiber web by an air-through method in the same manner as stated above. 

The nonwoven fabric A can also be obtained easily by a method for preparing general nonwoven fabric, such as 

emb InTh n e 9 present invention, nonwoven fabric containing a specific amount of a specific heat-fusible conjugated fiber 
/hereinafter referred to as nonwoven fabric B). 

■ lS sped* heat-fusible conjugated fiber which can be used in the nonwoven fabric B is a core/sheath type fiber 
in which the core and the sheath are made of the same type of resinous components and the sheath component has a 
lower melting point. 
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The language "the same type of resinous components" as used above is intended to mean that the resinous com- 
ponent constituting the sheath and that constituting the core have a similar structure, i.e., the same main structure, and 
are compatible with each other. For example, a polypropylene (PP) core and a low melting point PP sheath are com- 
bined, or a polyethylene terephthalate (PET) core and a low melting point PET sheath are combined. The combination 

5 of the core and the sheath is not limited to these examples, and any combination can be used provided that the core 
component and the sheath component are combined so as to satisfy the condition that the interfacial strength between 
the core and the sheath is not lower than the fused point strength and that the fused point strength is higher than 3 gf. 

"The same type of resinous components" can be resin mixtures (so-called polyblends). For example, the core com- 
ponent can be PET while the sheath component can be a resin mixture mainly comprising PET, or the core component 

10 can be PP while the sheath component can be a resin mixture mainly comprising PR The resin mixture mainly compris- 
ing PET includes a resin mixture comprising 100 parts by weight of PET and not more than 100 parts by weight of pol- 
yethylene (PE). The resin mixture mainly comprising PP includes a resin mixture comprising 100 parts by weight of PP 
and 2 to 8 parts by weight of PE. And, the core component can be a resin mixture of the above-mentioned resins, e.g., 
PP and PET 

15 A core to sheath weight ratio of the heat-fusible conjugate fiber is preferably 20:80 to 80:20, still preferably 20 to 
40:80 to 60. 

The melting point of the core component is preferably higher than that of the sheath component by 10 to 120 °C. 
More specifically, it is preferable that the melting point of the core component is 125 to 260°C and that of the sheath 
component is 90 to 1 50 °C. 

20 Examples of the above-described heat-fusible conjugate fiber include a PP/PP core/sheath fiber composed of a 
polypropylene core having a melting point of 1 50 to 1 70 °C and a low melting point polypropylene sheath whose melting 
point is from 130 to 1 50 °C and lower than that of the core; a PE/PE core/sheath fiber composed of a polyethylene core 
having a melting point of 120 to 140 °C and a polyethylene sheath having a melting point of 90 to 120 °C; and a 
PET/PET core/sheath fiber composed of a polyethylene terephthalate core having a melting point of 250 to 270 °C and 

25 a polyethylene terephthalate sheath having a melting point of 70 to 180 °C,etc. 

The low melting point polypropylene which can be used as a sheath component in the PP/PP core/sheath fiber can 
be any known low melting point polypropylene. The fiber preferably comprises 30 to 70 parts by weight of the sheath 
and 30 to 70 parts by weight of the core in the above PP/PP core/sheath type fiber. For obtaining high fusion bonding 
strength, the fiber still preferably comprises 40 to 60 parts by weight of the sheath and 40 to 60 parts by weight of the 

30 core. 

Commercially available PP/PP core/sheath fibers, such as a series of TPC fibers (e.g., "TPC", a trade name, pro- 
duced by Chisso Corp.), and a series of PR-P fibers (e.g., "PR", a trade name, produced by Ube Nitto Kasei K.K.), can 
be made use of. 

Polyethylene for use as a sheath component in the PE/PE core/sheath fiber can be any known polyethylene. The 
35 fiber preferably comprises 30 to 70 parts by weight of the sheath and 30 to 70 parts by weight of the core in the above 
PE/PE core/sheath fiber. For obtaining high fusion bonding strength, the fiber still preferably comprises 40 to 60 parts 
by weight of the sheath and 40 to 60 parts by weight of the core. 

The low melting point polyester for use as a sheath component in the PET/PET core/sheath fiber can be any low 
melting point polyester. The PET/PET core/sheath fiber preferably comprises 40 to 90 parts by weight of the sheath and 
40 10 to 60 parts by weight of the core in the above PET/PET core/sheath type fiber. The fiber still preferably comprises 
50 to 90 parts by weight of the sheath and 10 to 50 parts by weight of the core. 

Commercially available core/sheath fibers having low melting point polyester as a sheath, such as a series of ELK 
fiber (e.g., "ELK", a trade name, produced by Teijin Ltd.), a series of TBF fibers (e.g., "TBF", a trade name, produced by 
Teijin Ltd.), and a series of Melty fibers (e.g., "Melty 4080", a trade name, produced by Unitika Ltd.), can be made use of. 
45 The heat-fusible conjugate fiber preferably has a fiber thickness of 2 to 12 denier, particularly 4 to 10 denier, and a 
fiber length of 3 to 10 cm, particularly 4 to 8 cm. 

The heat-fusible conjugate fiber preferably has a fused point strength of 3 gf or higher, particularly 5 gf or higher. 
The higher the fused point strength, the better. The interfacial strength between the core and the sheath is preferably 
higher than the fused point strength (the strength at the intersection of the individual heat-fusible conjugate fibers). 
so If the fused point strength is less than 3 gf, when the nonwoven fabric is used as a female member of a mechanical 
fastener, the fused points of the individual constituent fibers tend to be broken on stripping a male member, which 
causes fluffing. 

The term "fused point strength" as used herein means a value measured in the same manner as for the single fiber 
fusion bonding strength. 

55 The nonwoven fabric B contains at least 50% by weight, preferably 70 to 100% by weight, of the heat-fusible con- 
jugate fiber. If the content of the heat-fusible conjugate fiber is less than 50% by weight, the fused point strength is insuf- 
ficient, and the nonwoven fabric undergoes fluffing when used as a female member of a mechanical fastener. 

That is, the nonwoven fabric B may consist solely of the heat-fusible conjugate fiber or a fiber mixture comprising 
at least 50% by weight of the heat-fusible conjugate fiber and other fibers. 
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The other fibers which maybe used in combination with the heat-fusible conjugate fiber include a general polyester 
eral polyvinyl alcohol (PVA) fiber, etc. 

vidua. heat-fusib.e conjugate fibers W^^^S^^^ that the fibers are fu»d on.y at their 
JSttXXZtt SS£KL mean that the fibers are fus. at .east part of 

" ^e^ 

Srtions 52£iw fabric, for example, by setting the heat treatment temperature low and .ncreasmg the hot a, flow. 
The areal shrinkage percentage can be measured as follows. 

Method of Measurement of Areal Shrinkage Percentage: 

Ftoer is made into a 30 cm wide and 45 cm long web having a basis weight of 30 ^ J 1 * 

30 the areal shrinkage percentage. 

Areal shrinkage percentage(%) = [1-(L A2 xL B2 )/(L A1 xL B1 )lx100 ( 1 ) 

***** i is a distance between the two marks in the longitudinal direction before heat treatment; L.A2 is a distance 

^telnwoven fabric B preferably has a tensile strength of 1000 gf/50 mm or more in the MD direction (machine 
. ir ^ inn A anH onn nf/«50 mm or more in the CD direction (cross direction of MD). 

^^SS^^.^ used her«n k a value obtained by the foHowing method of measurement. 
Method of Measurement of Tensile Strength: 

55 drawings^ of g djsposaWe djaper as an embedment of the absorb- 
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of the back sheet shown in Fig. 6. Fig.8 is an enlarged cross-sectional view of Fig. 7 along line VIII-VIII. Figs. 9(a) and 
9(b) each schematically show an enlarged cross-sectional view of the male sheet member of a mechanical fastener. 

The disposable diaper 1 shown in Figs. 4 and 5, an illustration of an absorbent article, comprises a liquid permeable 
topsheet 2, liquid impermeable back sheet 4, and an absorbent member 3 which is interposed between the topsheet 2 
5 and the back sheet 4. The disposable diaper 1 forms a substantially rectangular shape and, while worn, is sectioned 
into a front waist body portion A located at the front waist of a wearer and a rear waist body portion B located at the rear 
waist of a wearer. The rear waist body portion B has a fastening member 6 for fastening the absorbent article at both 
side edges thereof 5a and 5b. 

In more detail, the front waist body portion A has a landing area 9 with which the fastening member 6 is to be 
10 brought into contact when the diaper is fastened. A crotch portion C is formed between the front waist body portion A 
and the rear waist body portion B, which corresponds to the crotch portion of a wearer. 

The back sheet 4 and the topsheet 2 are longer and wider than the absorbent member 3. The back sheet 4 and the 
topsheet 2 are adhered to each other at the periphery of the absorbent member 3 interposed between these two 
sheets. The absorbent member 3, the back sheet 4, and the topsheet 2 each have the middle portion thereof narrowed 
15 to form the crotch portion C that is narrower than the front waist body portion A and the rear waist body portion B. 

Elastic members 7a and 8a are provided in the waist area 7 and the leg area 8 which are located at the waist and 
each leg of a wearer thereby giving a further improvement in leakproof function when worn. Such a structure is the 
same as in conventionally known absorbent articles, such as disposable diapers. 

Topsheets and absorbent members used in common absorbent articles, such as disposable diapers, can be used 
20 as the topsheet 2 and the absorbent member 3 with no particular limitation. Elastic members, such as bands or stretch- 
able rubber, which are used in common absorbent articles, such as disposable diapers, can be used as the elastic 
members 7a and 8a with no particular limitation. 

In the disposable diaper 1 according to this embodiment, the back sheet 4 is formed of laminated sheeting corn- 
posed of a finely porous resin film 4a and nonwoven fabric 4b, and the fastening member 6 is formed of a male sheet 
25 member of a mechanical fastener and designed to be brought into direct contact with the surface of the nonwoven fabric 
4b constituting the back sheet 4 to fasten the disposable diaper 1 . 

In greater detail, the back sheet 4 should be permeable to moisture and leakproof against liquid. In order to satisfy 
both requirements of tear strength and texture, it is preferable to provide the nonwoven fabric 4b as a surface layer so 
that the fastening member 6 may be stuck to any part of the back sheet 4. 
30 Specifically the back sheet 4 can have the structure shown in Fig. 6(a), in which a single finely porous resin film 4a 
and a single nonwoven fabric 4b are laminated one on another, or the structure shown in Fig.6(b), in which nonwoven 
fabric 4b is laminated on both sides of a finely porous resin film 4, and the like. It is necessary that the finely porous 
resin film 4a in the structure of Fig.6(a) be on the side facing the absorbent member 3 with the nonwoven fabric 4b on 
the surface side of the back sheet 4. 
35 The finely porous resin film 4a and the nonwoven fabric 4b are laminated one on another through partial adhesion 
as shown in Fig. 7. If they are adhered all over the lamination plane, the moisture permeability would be reduced or 
completely lost, and the back sheet will have increased flexural rigidity, sometimes feeling stiff and having extremely 
poor texture. Therefore, partial adhesion as in this embodiment is preferred. 

AS shown in Figs. 4 through 8, the adhesion pattern between the finely porous resin film 4a and the nonwoven fab- 
40 ric 4b is a continuous linear pattern which provides continuous linear adhesive areas 4c in high-strength areas 10 com- 
prising a waist area 7 located at the waist of a wearer, leg areas 8 located at each leg of a wearer, and a landing area 
9 with which the fastening member 6 is to be brought into contact and a discontinuous dotted pattern which provides a 
large number of discontinuous dot adhesive areas 4c* in areas 10a other than the high-strength areas 10. 

The adhesion having the linear pattern in the high-strength areas 10 provides sufficient strength for sticking a fas- 
45 tening member thereto or for providing an elastic member. 

As shown in Fig. 5, it is preferable that the ratio of the length l^ of the waist area 7 to the total length L of the dis- 
posable diaper (L-j/L) is 0.02 to 0.1; the ratio of the length L 2 of the leg area 8 to the total length L of the disposable 
diaper (L 2 /L) is 0.02 to 0.1 ; and the ratio of the length L 3 of the landing area to the total length L of the diaper (L3/L) is 
0.05 to 0.25. 

so While there are cases as follows, depending on the process for producing the back sheet, in which the dot adhesive 
areas are also formed in the above-described high-strength areas, all the areas where the above-described linear adhe- 
sive area is formed correspond to the above-identified high-strength areas in the present invention. 

Taking the fastening strength at the fastening member , operating simplicity in fastening, and softness into consid- 
eration, linear patterns made up of a cluster of hexagons, diamonds, triangles, circles, etc. or mixed patterns composed 

55 of two or more of these shapes are preferred. In this particular embodiment a pattern made up of a cluster of hexagons 
is used as shown in Fig. 7. In this invention, the pattern composed of hexagons or the mixed pattern are preferred from 
the standpoint of tensile and tear strength of the sheet, fastening performance of the fastening member, and the texture. 

The dotted pattern is designed to improve the texture. It is preferred for tear strength and texture that the dot adhe- 
sive areas be arranged in the oblique direction with reference to the width direction of the sheet as illustrated in Fig. 7 
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rather»ana^^ 

areas preferably have a circular shape, a damond shape ^T^^^ d 0 . 2 to 3 mm. particularly 0.5 to 1 .5 
The linear adhesive area 4c in the linear *««ZT^mJ^x™ 4c are formed) to the non-adhesfve 
mm. The area ratio of the adhesive area (the area where the ^adhem «■« ^ ^.^^ 

Tree (the area where neither the linear adhesrve area 4c nor the dot ^^J 0 from 5:95 to 70 :30, partic- 
aV*Uthe*earftheadhe^ 

ularly 20:80 to 40:60. If the line width is less than 0.2 mm, IhiadhiM wee h t has insuff fcient shape 

rrre^^ 

The area of the individual dot adhesrve areas 4c in * ed °«?J^ . 
,o 2 mm*. The area ratio of the adhesive area t^^^^J^X than the high-strength areas 10 
sive area (the area where no dot adhes-vea^ 

(the area of the adhesive area:1he area of the non-adheswe > area) preterao y B |f jt g 

o 20:80. » the area of each dot adhesrve area .s ,e * s area ratio of the dot adhesive areas 

mm* the adhesive area becomes harder are larger. . etenorat ng deteriorates. 
STess than 1 , the adhesive force of the laminated sheet. ^ n ^ to eacn M in a usual manner 
While the finely porous resin film 4a anc are adhered by heat fusing in view of 

*=^^^ 

a jxi^ 

of productivity. jft .. 4 .. . , h _ nth „. areas 10a may be carried out simultaneously. How- 

Heat fusing of the high-strength areas 10 and MM oHh £*er ar m 0a ^ fe ^ ^ 

25 ever, considering that positioning must corresponding to the high-strength 

dot patterns over the entire area and then heat-fused in a J.ne pattern o high ^ re ngth areas 1 0 and, at the 

areTs where dot adhesive areas have ^beenfo^ tw^agTL fusing allows adopting a method in wh.cn 
same time, the other areas 10a. That .s, ^ e J b ° ve -^" t °^° a rt i ! 9 es and the Mnear pattern is made in-line, 
the dotted pattern is made off-line of the product.cn of ^ 0 *^2^ n " ™ r n the area ratio of the adhesive area 
Where a linear pattern formed to the non-adhesive area («ie 

(the area where the linear adhesrve areas : or the « "JJJ^,^ is forrtie d) (i.e., the area of the adhesrve 
area where neither the linear adhe^^^^ 

area:the area of the non-adhesive area) preferaWy ranges f JJ 10 * t0 give good adhesion in dote at the 

nllthesn^la*^^ 

engaging pieces 6a or 6a' and that of tha base sheets ' or ^ te separately and then 

adhered. From the productive anu cuu N 25 . 250 Dieces per cm 2 . 

rnSr:re,rjs^^^^^ 
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engaging pieces fixed thereto via an adhesive or through heat fusing, thereby providing the fastening member. 

It should be understood that the absorbent articles according to the present invention are not construed as being 
limited to the aforementioned particular embodiment, and various changes and modifications can be made without 
departing from the spirit and scope of the invention. For instance, the landing area does not need to have a clear bor- 
5 derline. The borderline between an area having the linear pattern (i.e., high-strength area) and other areas having the 
dotted pattern can rather be made ambiguous so that the change from the linear pattern to the dotted pattern may occur 
with gradation. In this case, the stress from the fastening member toward the back sheet is diffused to make a better fit. 

As long as the above-described function is fulfilled, the male sheet member of the mechanical fastener is not limited 
in shape and the like, and any kind of generally known mechanical fasteners (for example, "Magic Tape", a registered 
10 trade name) can be made use of, irrespective of whatever the disclosed technique is called. 

The invention will now be illustrated in greater detail with reference to examples, but the invention is by no means 
limited thereto. 

Ex ample 1 

15 

A finely porous polypropylene resin film as a finely porous resin film was prepared as follows. 

A polypropylene resin (a homopolymer produced by Chisso Corp.; melt index: 0.4; melting point: 169°C ) was 
extruded and blown into a tubular film having a thickness of 25 jim from a 50 mm single-screw extruder (L/D=28) 
equipped with a circular die having a die lip clearance of 1 mm and a die lip diameter of 200mm under conditions of 250 
20 °C, a draft ratio of 40, and a blow-up ratio of 1 .0. The tubular blown film was cut and opened and taken up to obtain a 
film. 

The resulting film was subjected to a heat treatment in an oven at 100 °C for 2 hours. 

The heated film was stretched at a stretch ratio of 2.0 and a film feed rate of 2 m/min, followed by heat-treatment 
to cause 25% shrinkage (heat set) by means of stretching equipment having a working width of 1500 mm and conv 

25 prised of two preheating rolls having a diameter of 500 mm, two stretching roils having a diameter of 1 00 mm, two heat- 
treating rolls having a diameter of 500 mm, and two cooling rolls having a diameter of 500 mm, to give a finely porous 
polypropylene resin film. The surface temperature of the preheating rolls, stretching rolls, heat-treating rolls, and cooling 
rolls was set at 50 °C, 50 °C, 120 °C, and 27 °C, respectively. 

The resulting finely porous polypropylene resin film showed uniform whitening and had a thickness of 21 to 22 jim. 

30 Nonwoven fabric was prepared as follows. 

Conjugated filaments comprising polypropylene having a melting point of 161 °C as a core and low melting point 
polypropylene having a melting point of 148 °C as a sheath at a cross-sectional core to sheath area ratio of 60/40 and 
having a thickness of 2 denier were prepared. The conjugated filaments were cut to 38 mm lengths, formed into a web 
having a basis weight of 22 g/m 2 by means of a carding machine, and then passed under a heat roll to give nonwoven 

35 fabric having an apparent thickness of 290 nm. 

The resulting finely porous polypropylene resin film 4a and nonwoven fabric 4b was combined into a back sheet 4 
shown in Fig. 3(a). That is, the finely porous polypropylene resin film 4a and the nonwoven fabric 4b were each slit to 
350 mm width and laminated one on another. The laminate was passed through a partial heat sealer composed of an 
embossing roll and a back-up roll both having a diameter of 100 mm and a working width of 600 mm with the finely 

40 porous polypropylene resin film 4a facing the embossing roll, to form dot adhesive areas 4c'. The embossing roll used 
was dotted with column-shaped projections having a diameter of 1 mm and a height of 0.5 mm at intervals of 2 mm, the 
projections being arranged in the oblique direction (at an angle of 45° ) with reference to the revolving direction of the 
roll. The embossing was carried out at an embossing roll surface temperature of 154 °C, a linear pressure of 33 kg/cm 
onto the back-up roll (paper roll), and a laminate feed rate of 30 m/min. The resulting laminated sheet had an apparent 

45 thickness of 300 jim and an area ratio of adhesive area/non-adhesive area ratio of 20/80. 

The sheet having dot adhesive areas formed was then passed through a partial heat sealer comprised of an 
embossing roll and a back-up roll both having a diameter of 160 mm and a working width of 600 mm with the nonwoven 
fabric 4b facing the embossing roll. The embossing roll used here was an iron-made roll having its surface area of 60 
mm in the revolving direction of the roll and 220 mm in roll width direction engraved with a positive pattern comprising 

50 a cluster of hexagons each side of which had a line width of 1 mm and a length of 5 mm. The embossing was carried 
out at an embossing roll surface temperature of 1 54 °C, a linear pressure of 33 kg/cm onto the back-up roll (paper roll), 
and a laminate feed rate of 30 m/min to give continuous sheeting for a back sheet having linear adhesive areas 4c 
formed at a prescribed position. The resulting continuous sheeting for a back sheet had linear adhesive areas 4c for 
every 500 millimeters in the MD direction to provide the landing area 9. The waist area and the leg areas were also 

55 formed in the respective prescribed positions. The individual landing area 9 had a width of 60 mm in the MD direction 
and a length of 220 mm, centered in the CD direction. The landing area 9 had an apparent thickness of 280 jim and an 
area ratio of adhesive area to the non-adhesive area was 22/78. 

The area ratio of the adhesive area inclusive of the previously formed dot adhesive areas to the non-adhesive area 
was about 38/62. 
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Thelhuso^ne^ 

follows. As a result, the backsheet had a masture ^^^f^^^Ze than 180 minutes, a tear 
strength areas (the areas where only dot adhesive areas are formed), a leakprootness o 
strength of greater than 700 gf/mm, and a texture graded A . 

Mothn^nf Evaluation: 

(1) Moisture Permeability: 

Measured in accordance with JIS Z0208. 

(2) Leakprootness: 

nonyl phenyl ether. 

(3) Tear Strength: 

A specimen having a-dfto. 30 mm and a lengto of « ' .J^^I^EE 
was torn at a rate of pulling of 300 mm/min to obtain an average stress. 



(4) Texture: 

so Thetextureofthebacksheetwase^luatedbytouchand 

A Soft and very satisfactory in texture. 

B Soft and satisfactory in texture. 

C Slightly hard and slightly poor in texture. 

35 D Hard and poor in texture. 
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deaeribed bar* shae> (300 neneHda, 500 mrr '^^^^^Z, 

produced by Minnaeota Mining & Mg. Co. (3M) and mW» ^"^^^S^* 0 " 

aCad p-oUna pa. erf on Habaaa shoe, and an «^^^5?£ES 2£» ,asu»ng dispos- 

ing, and provided a good fit and an excellent texture. 
FXAMPLE 2 

A dfcposaKe diaper was prepared h M same manna, as in Exam* 1. axoep. to. ueing nonwo*. «*. A 
*TK'— febdc A' used was ,as,ed in aocordanoa w* ft. 0,0*0=0. As a raau,,. 

the paaiing strength ware 63gf and lOOgl. ■^«**^^^2S3 a Md<g tapa. ma resulting diapoa- 

ing, and provided a good fit and an excellent texture. 
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Nonwoven Fabric A ' 

Nonwoven fabric A' was prepared by using the following mixing percentages by weight of f foers A and B in accord- 
ance with the process described below. 

5 

Fibers A: Fibers having a core/sheath structure comprising polyethylene terephthalate (PET) as a core and poly- 
ethylene (PE) as a sheath at a core /sheath weight ratio of 40/60; fiber size: 4 denier x 51 mm; the mixing percent- 
age of fibers A : 50 wt %. 

Fiber B: Fibers having a core/sheath structure comprising PET as a core and polypropylene (PP) as a sheath at a 
10 core/sheath weight ratio of 50/50; fiber size: 4 denier x 51 mm; the mixing percentage of fibers B: 50 wt %. 

Process: Fibers A and B were mixed at a mixing ratio of 50/50 by weight and made into a card web. The resulting 
card web was heat treated with hot air at a flow of 1 to 2 m/sec for 6 seconds to obtain nonwoven fabric A' having 
a basis weight of 27 g/m 2 . 

is The resulting nonwoven fabric was tested according to the following test methods. As a result, the tack, the peeling 
strength ,and the tear strength were 83gf, 160gf and 2160gf, respectively, and the fluffing was graded 2. 

(Tack) 

20 As shown in the Fig. 10, a male member 20 (30 x 30 mm, see Fig. 1 1) (CS-200 900PPI ,a trade name, produced 
by 3M) was pressed onto a piece of the resulting nonwoven fabric 4b by applying a static load of 1 6.7 gf/cm 2 for 10 sec- 
onds, and a base strip 22 having thereon the male member 20 was pulled up at a speed of 300 mm/min in the direction 
shown by the arrow. The pulling force at the release of the male mamber 20 from the nonwoven fabric 4b was measured 
as a tack. 

25 As shown in Fig.11, the male member 20 was fixed to one side of the base strip 22 via a double-sided adhesive 
tape 23. Onto the other side of the strip at the position corresponding to the male member 20 was fixed an acrylic resin 
plate 21 via a double-sided adhesive tape 23 so as to maintain the angle of peeling at 0° . 

As shown in the Fig. 12, the nonwoven fabric 4b was fixed on an acrylic resin plate 3 via a double-sided adhesive 
tape 2. 

30 

(Peeling strength) 

The nonwoven fabric 4b was cut to a size of 5 cm x 5 cm and stuck to the outer nonwoven fabric (back sheet) of 
Merries Pants (a trade name of a disposable diaper produced by Kao Corp.) via a duble-sided adhesive tape. A 3 cm x 

35 3 cm piece was cut out of a male sheet member of a mechanical fastener. A base sheet of 3 cm x 3 cm was adhered 
to the back side of the cut piece of the male sheet member in such a manner that a width of 1 0 mm from one end of the 
base sheet remained free (20a in Fig. 13) , and a base film of the same size as the male sheet member was adhered to 
the base sheet to prepare a male sheet member sample 20'. 

As shown in Fig. 13, the male sheet member sample 20' was placed on the nonwoven fabric 4b with its 10 mm wide 

40 end (the portion consisting solely of the base sheet) free, and a double stroke of a roller weighing 1 kg was given to the 
male sheet member sample 20'. The male sheet member sample 20' was then peeled by pulling the end 20a to the 
direction (longitudial direction of the male sheet member sample 20') indicated by the arrow at a pulling speed of 300 
mm/min, and the force required for stripping the male sheet member sample 20' off the nonwoven fabric 4b was meas- 
ured. The peeling test was repeated 10 times to obtain an average peeling strength. Alternatively, the measurement 

45 data were processed by peeling test mode data processing software MP-100P (MS-DOS) Ver. 43.1, produced by Ori- 
entec K.K., and the peeling strength was evaluated by the 5-point average load. 

The base sheet and the base film used above are not limited in material as far as the male member can be fixed 
thereon. (Fluffing) 

The surface condition of the nonwoven fabric 4b after the measurement of peeling strength was observed with the 
so naked eye, and the fluffing was evaluated in 5 grades. 

1. No fluffing 

2. Slight fluffing 

3. Medium fluffing 

55 4. Considerable fluffing 

5. Failure of the nonwoven fabric 
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EXAMPLE 3 

A disposable diaper was prepaed in the same manner as in Example 1. except for using nonwoven fabric B" 

^nolTven tabric » was tested in the same manner as in Example 2. As a result, the tack and the peeling 
strength were 86 gf and 120 gf. respectively, and *^J*3^Jg-«^ ^ ^ djs 

ing, and provided a good fit and an excellent texture. 
M^nwpvftn Fabric B' 

PP ha»hg a mating point of 1 62 -C as a core an? PP ramng J™**""* * ™J^*£*> a war, The reeult- 
g/m 2 . 

jndjistlia! Applicability 

The absorbent article a^ 
breathability causing no rash while worn, and has air «^ jnvention has moisture permeability, high 

ttoer^ternaeulsr^lwr^fusi^ 

Since the back aheet la e lamped sheet closed lof a, » e ^^^34°^ onlBsurNB e»r»a 
able to moietere and yet lealdxoof agaars. liquid. M >*^^J^^£L<*** taatenar. 

40 imizing the contact area with the skin. 
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An abeorben. «» wh,* a Md P^***; j£ S^TrSCS 

n^erTStenSg the absorbent article, wherein sad absorbent article is charactenzed in that. 

saW back sheet is made up of laminated sheeting composed of a finely porous resin film and nonwoven fabric 
SSeningmemb^^^^ 

into direct contact with said nonwoven fabric constituting sa.d back sheet. 
An absorbent article according tocl f 

Sha^^ 
=w^^ 
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vides a large number of discontinuous dot adhesive areas in areas other than said high-strength areas. 

3. An absorbent article according to claim 2, wherein said linear adhesive areas in said linear pattern have a line width 
of 0.2 to 3 mm, the area ratio of the adhesive area to the non-adhesive area in said high-strength areas (the area 

5 of the adhesive area:the area of the non-adhesive area) ranges from 5:95 to 70:30, the area of each dot adhesive 
pattern is 0.05 to 5 mm 2 , and the area ratio of the adhesive area to the non-adhesive area in area other than said 
high-strength areas (the area of the adhesive arealhe area of the non-adhesive area) ranges from 1 :99 to 40:60. 

4. An absorbent article according to claim 1, wherein said finely porous resin film is made of a crystalline polyolefin 
w resin, and said nonwoven fabric is made of a polyolefin series of filaments. 

5. An absorbent article according to claim 1 , wherein said nonwoven fabric is made of a mixture of at least two kinds 
of heat-fusible fibers which are hardly fused together, in which fibers of one kind being strongly fused at their inter- 
sections, and the fused intersections are distributed throughout the nonwoven fabric. 

6. An absorbent article according to claim 1 , wherein said nonwoven fabric is made of f ibers containing at least 50 % 
by weight of heat-fusible conjugated fibers having a core/sheath structure in which the core and the sheath are 
made of the same type of resinous components and the sheath component has a lower melting point. 

20 7. an absorbent article according to claim 1 , wherein said finely porous resin film and said nonwoven fabric are lami- 
nated through heat fusion. 

8. An absorbent article according to claim 1, wherein said areas other than said high-strength areas comprising a 
waist body area located at the waist of a wearer, the leg areas located at each leg of a wearer, and a landing area 
25 with which the fastening member is to be brought into contact have a moisture permeability of not less than 0.8 
g/[100cm 2 • hr]. 
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Fig 2 
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Fig. 3 a 
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Fig 5 




L 



4 



Fig. 6a fMM^f^t Z 



Fig. 6b 
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Fig 8 
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Fig 9 a 
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Fig ■ 1 3 
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